“Work Order ID 83280 
| April-16- 12 2:28:14 РМ. 


x = --- o- mnm -- eee 


w 


SN 


q 


Revita ID: U N S 1 
Item Name: Crosstube Turning Detail Stop ж N с 2 * 
Start Date: 16/04/2012 Start Qty: 1.00 ч lia Cust Item ID: 
Required Date: 30/04/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
на UNE қ 7 Е u VOS S SSS W RE -- Run Start *N R 4 * 
Approvals: Process Plan: Mi tõ Date: 12104 || Tooling: Date: _ 
Stop 
QC: раш SPC (Y/N): - Date: _ *NRO* 
Sequence ID/ — Operation | m Set Up/ Tool ID Тоо# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty _ Number Stamp 
| Draw Nbr Revision Nbr ! 
| D350-748-141 F v eae 
100 0.00. | | | n 
i . * 4 nn* ; MORI SEIKI CNC LATHE LARGE < /Z z < а 25 
| Mori Seiki Memo 0.00 --- + tsa ARA 
Mori Seiki CNC Lathe Large 1-Fill tube with sand & install plugs on both ends as per Folio FA648 
2-Turn first side as per Folio FA648 > 
- 3- File transition lines smooth. % 
FOLIO REV: w 
DWG REV: 
| 110 QCI- Inspect dimensions to dimension sheet 0.00 
| *1440* Ke (2s ys 
© QC Memo 9.00 i n I 
| zh 
Quality Control nen /; 
| | 
a Қ PN REAL BS Oe ne љиљана. ~ Л У 4. Пи а 


Dart Сыны иа | Ф. 
WORK ORDER CHANGES 


Approval 
Chief Eng / 
Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No ООА: | . Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancé\approvéd QANCRWO RevE 


«Work Order ID 83280 


April-16-12 2:28:14 PM 


Item ID: 
Revision ID: U/R 


Item Name: 


D350-748-141TR 


Crosstube Turning Detail 


Start Date: 16/04/2012 Start Qty: 1.00 ЖА? 
Required Date: 30/04/2012 Req'd Qty: 1.00 * 4 * 
Reference: 
Approvals: Process Plan: __ Date 

QC: ___ ле Date 
Sequence ПУ ` - Operation | 
Work Center ID Description 
120 
* 4 2 n* MORI SEIKI CNC LATHE LARGE 
Mori Seiki 


Mori Seiki CNC Lathe Large 


130 


*4^0n* 
QC 


Quality Control 


140 


*4AN* 
QC 


Quality Control 


Memo 


 *R32R0* 


Accept 


*NO000401 Па“ Setup Start FAIS 4 * 
"P *NS2* 
Cust Item ID: 
Customer: 
— R Start 
Tooling: | | (0 Date m Es E *N R 1 ~ 
SPC (Y/N): Date Stop , NR2* 
Set Up/ — ToolID Тоо# Plan Accept Reject Reject Insp. 
Run Hours Code Qty Qty Number Stamp 
0.00 
LX. ИН p s 
0.00 


1-Turn second side as per Folio FA648 


2- File transition lines smooth. 


3-Scribe Part & Batch as per Dwg D350-748-141 


FOLIO REV: 
DWG REV: 


ОСІ- Inspect dimensions to dimension sheet 


Memo 


QC8- Inspect parts - second check 


Memo 


0.00 


0.00 


0.00 


0.00 


C PETERET NET RA A E AS EN ee ae TET gan T не E A e UE ға писара аа ыны қыс SPINE RI. ME Eve kn RT see ОЛАК eM ЛУ i m eue НА бл" oN RP STAT RT Ca) Me m LOT UE ea MOT Т gs пас WET C ee VP T TUUS AV Ir T гай Two T кыы THEE T uz mer A унт 


Dart x Ltd b 


Approval 2 
Chief Eng / Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No ООА: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B TONNES 
Description of NC - mE : Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


` April-16-12 2:28:14 РМ 


D350-748-14 


ІТКМ 


Item ID: 
Revision ID: ЈЕ 
Item Name: Crosstube Turning Detail 
Start Date: 16/04/2012 Start Qty: 1.00 zA 
Required Date: 30/04/2012 Req'd Qty: 1.00 *4 * 
Reference: 
Approvals: Process Plan: Date Tooling: 
QC: . u Date SPC (Y/N): 
Sequence ID/ - I Operation . Set Up/ Е 
Work Center ID Description Run Hours 
150 0.00 
* 4 R n* Large Fab 
Crosstubes Memo 0.00 
Crosstubes Grind machining marks 
160 Outsource process - Heat Treat 0.00 
ХА БО“ 
Outsource | Мето 0.00 


Outsource process - Heat Treat 


170 
*170* 
Packaging 

Packaging 


Issue P/O: 4 А 2 2 G 2 
Heat Treat to min 180 KSI A£ per Dwg D350-748-141 


(MIL-T-6736 OR AMS 2759-1C) 

Sand Blast tube after Heat Treat 

Possibe Supplier: Vac Aero 

Ensure Certificate of Conformity is attached 


Receive & Inspect for Damage & Mat'l Certs 0.00 


Memo 0.00 


Ensure certificate of conformaty is attached 


Setup Start 


NANAMAN sese sas 


"P *NS2* 
Cust Item ID: 
Customer: 
m m Run Start 4 * 
Dll 4 Date: 0 5 NR 1 
Sto 
____ Date: 222 P *N ро 
/  ToolID  Tool& Plan Accept Reject Reject Insp. 
Code Qty Qty Number Stamp 


12-52 


SEP ECKE S A pL DC A EC a RI аталы rr Di A дама a MUS A LE M ER ERR 4 лде q CCC SPE ss Шер E ^ а pa bor 


Dart ре Ltd а 


WORK ORDER CHANGES 
Approval : 


Part No: | РАН #: Fault Category: NCR: Yes Мо DQA: Date: 


E Disposition: QA: N/C Closed: Date: 


Gomective CHO” Section B 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRWO RevE 


.^ Work Order ID 83280 
April-16-12 2:28:14 PM 


Item ID: 
Revision ID: U/R 


D350-748-141TRN 


i Item Name: Crosstube Turning Detail 
| Start Date: 16/04/2012 Start Qty: 1.00 *4* 
i Required Date: 30/04/2012 Req'd Qty: 1.00 * 4 * 
| Reference: 

Approvals: Process Plan: Date 

QC: Date 
Sequence D I Operation o ЇХ 
Work Center ID Description 


180 


*4gn* 
QC 


Quality Control 


| 190 


Ха Об“ 


Packaging 
Packaging 


200 


хоп“ 
QC 


Quality Control 


QC6- Inspect dimensions to drawing 


Memo 


Packaging 


Memo 


Identify and stack in kanban rack 
Location: Z E 


QC21- Final Inspection - Work Order Release 


Memo 


Accept 


*NO000401 ПО“ Setup Start *NS 1 * 
Stop *N с2% 
Cust Item ID: 
Customer: 
R Start 
Tooling: Date: a ii “м R 1 * 
SPC (Y/N): Date: SUP *NRo* 
Set Up/ | © ToollD Tool? Plan Accept Reject Reject Insp. 
Run Hours Code Qty Qty Number Stamp 
0.00 Es 
N 
AN Ast 
0.00 ` ce ` == DER 
0.00 
z T. 
a — 12-04 25 
0.00 
IZ lio /5 
0.00 7 | си 


Dart Aerospace Ltd E H En а 
WORK ORDER CHANGES M 


| Approval A у 
. pproval 
DATE | STEP PROCEDURE CHANGE E yid қы QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No РОА: Па: | | 
Resolution: : | | Disposition: QA: М/С Closed: Date: 


Corrective Action - к В - is Verification | Approval | Approval 
Action Description Sigh & Section C Chief Eng | QC Inspector 
' Chief Eng Da e 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRW O RevE 


DART AEROSPACE LTD 


Work Order: |: 232350 |: 


E E A A 
Description: Crosstube Assembly (AS350/355 High Fwd Part Number: D350-748-141 
E Sn eae 
Inspection Dwg: 0350-748-141 Rev: F Page 1 of 1 


Comments 


Inspection Sheet Actual 
Drawing Dimension Tolerance Accept . 


2.240 +0.005/-0.000 | 2 | 244] | 
2.180 +0.005/-0.000 | „2, / 95“ | 


л 
2. 
o 
& 
z= 
22 
23 
22 
5 
32 


2.180 +0.005/-0.000 
-2.237 %0.005/-0.000 
2.272 %0.005/-0.000 | с 


1 
H 4 


APIS 
den 
ХЕ 
eem 


2.306 +0.005/-0.000 | _ 
. 2.339 +0.007/-0.000 | 2 244 
2.339 +0.007/-0.000 |.2 34% | 


БЕК 

Кыз тосе Бақа С у м 

[ 909g [ию [оек A 
0 
ас 


— 426 | 4003 [24.26 | 
R0.063 */-0.010 


ково | wooo | ro | —| 

AN, EA PAE AO E A | 

+0,008/-0.000 [3.240 | 1] 

E a а а А ан BICIS 
2.180 SUN SEES E A AA 

2237 [woso] ЗГД 

em 


2.306 *0.005/-0.000 
2.339 *0.007-0.000 | 2.227 | 


CA 


o 
o 
e 
№ 
+ 
a 
е 
o 
—h 
o 
Ú 
IN 


«905 [4 
оною | mooo |. 


| | 1027 | «000 [770.27 


AZ 


ili 


qg 


ETT TE zu 
[A 


Preliminary Approval: 


Change | 
New Issue P/O D350-748-101 Low = ll 
10.24 | Dwg Rev updated |KJECIDD | њ | | 
Dwg Rev updated ку ок | да = 
| 11.07.26 | Tolerance revised for 2.339 dimensions И Jk à СУМ 


H:\FORMS\Quality Assurance\approved QA\FAIB Rev B 


WORK ORDER CHANGES 


[uo ” 
^| DATE |STEP PROCEDURE CHANGE | ву | ome [oy 


Part Мо: PAR #: Fault Category: NCR: Yes Мо БОЛ: Date: 


Dart Aerospace Ltd 
Approval A 
pproval 
[^ 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


e Corrective Action Section B "M 
Description of NC — - — — - Verification | Approval | Approval 
DATE | STEP SCORTA Initial Action Description Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


| 5 HMFORMS Quality Assurancelapproved QA\NCRWO RevE 


NOTE: Date & initial all entries 


Work Order: 
ЕЕ 
Description: Crosstube Assembly (AS350/355 High Fwd Part Number: D350-748-141 
|_____________________ 
: D350-748-141 Rev: F 


Page 2 of 2 
WALL THICKNESS MEASUREMENT 


Inspection Dwg 


- 
e 
z 
а 
< 
u 
с 


----- READING 2 
—— — READING 3 
READING 4 
READING 5 
----- READING 6 
——— READING 7 


i= Deviation 
Location wi Aw TOLERANCE 
z (max-min) 
READING 1 | 
L= 0" | 127 
READING 2 | 
L- | Ят 
READING 3 | 6 
L- „172 
READING 4. ши 
L= 180 
READING 5 
L= | ГА | 
READING 6 o 
L- .1350 
READING 7 — 
L- ШИ» 


Calibration Result 
Actual Block Thickness: //2O - 262 
Sitescan 250 Measured Thickness: / oO - 200 


Preliminary Approval: |. . 
| 


Measured Бу: AC Audited by: NO 

Date: |) 2-23 | ве? 

| Rev | Date 
06.11.09 | New Issue 

| B | 07.10.24 Rev updated 

11.01.20 | Dwg Rev updated 


11.07.26 | Tolerance revised for 2.339 dimensions 
12.06.04 | Wall thickness form added 


Change 


P/O 0350-748-101). 


H:\FORMS\Quality Assurance\approved QA\FAlxtube Rev C 


nae 


Item | Qty | Part Number 
| -141 


Description 


rai AAA A EI ie ee REUS 
D350-748-141 CROSSTUBE ASSEMBLY (AS 350/355 HI FWD) 
2 | 1 |D6015-125 CROSSTUBE (OR D6017-115) 
3 2 | 03502-1 SUPPORT 
| 4 | 2 _| 02856-400-710 ABRASION STRIP 
PR 
AELS-1032-225 [INSERT A 


WASHER (OR AN960JD10) 


6 1 №А51 14900363] 
2 М521920-20 


7 
| 8 | 1 |М527039:1-10 


CLAMP (PER DART SPEC. M-MS21920-20 
SCREW 


GENERAL NOTES: 


1) 


2) 


MATERIAL: MANUFACTURED FROM D6015-125 OR D6017-115 
FINISHED LENGTH = 110.270+0.06 
FINISH: MAGNETIC PARTICLE INSPECT PER DART QSI 038 4.2 
CADMIUM PLATE PER AMS-QQ-P-416B, CLASS 1, TYPE 1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART ОЗІ 005 4.2 
TOLERANCES ARE PER DART QS] 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: DART PART NUMBER "D350-748-141" AND BATCH NUMBER ON INSIDE OF CUFF 
PER DART 051 044 6 4 (VIBRATING STYLUS) 
WEIGHT: 30.45 Ibs 
PARTIS SYMMETRIC ABOUT CENTERLINE, EXCEPT FOR 20.297 HOLE. 
BLEND OUT ALL EDGES FROM MACHINING LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. 
NOTE: ALL HOLES ARE DRILLED AFTER BENDING. 


10) BEND PROGRESSIVELY WITH A MINIMUM OF 7 PASSES. MAXIMUM TUBE FLATTENING DUE TO 


BENDING IS 6% BASED ON OD. 


11) HEAT TREAT TO MIN. 180 Кој PERMIL-T-6736 OR AMS 2759-1C AFTER TURNING. ACCEPTABLE TO 


VERIFY TENSILE STRENGTHBY HARDNESS TEST PER ASTM E18 TO 40-45 HRC. 


712) INSTALL 02856-400-710 ABRASION STRIPS WITH A GAP ON BOTTOM SIDE OF CROSSTUBE, 


CENTERED OPPOSITE D3502-1 SUPPORT, PER QSI 035. 


13) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 


OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, 


NICKS, OR DENTS. DEFECTS UP ТО 0.005" MAY BE BLENDED OUT LONGITUDINALLY. 
CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. WHEN DRILLING HOLES EXTREME CARE 
MUST BE TAKEN AND CAREFUL DEBURRING PERFORMED TO ENSURE A CLEAN HOLE WITH NO 
CRACKING/CHIPPING/GROOVES. 


14) TORQUE CLAMPS 60 TO 80 IN-LB. ENSURE ATLEAST 1.5 THREADS SHOWING IN SAFETY AND THAT 


NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


15) MAX TWIST AFTER BENDING: WITH XTUBE LAYED FLAT ON SURFACE, THE DIFFERENCE BETWEEN 


CUFF HEIGHTS FROM THE SURFACE MAY BE NO LARGER THAN 0.25 (ZN C1-3). 


Mos es 


SHOP COPY 
RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 


м. 22280 MET 
(2 [on | | G 


[DRAWN ^ | 
CHECKED | А  [DRAWINGNO. 
MFG. APPR 


TITLE 


Ма, 


са ADD НКС TEST OPTION (В8-1) PER PAR 09-040, ADD 
F TWIST LIMIT (A8-1, C1-3), ADD D6015-125 OPTION 
(С8-1), STOCK DIM NOW MACHINED (01-4) 
REVISE GENERAL NOTES; UPDATE TO CURRENT ADD 
STANDARDS; RELOCATED FLAG #6 PER PAR 08-046 
(ZN А6-3); TOLERANCES (ZN С6-3, 01-3) 


0350-748-141 
arenoveo | Jf 


UNDER REVIEW 


Haz yt 


ELEASE 


2011 di 18 
Л 


10.11.23 
09.09.30 


| D [| MAG. PARTICLE AND CAD PLATE AS MED. 06.10.31 
ADD CAD PLATING 
| B | ADD 6017-115 8 PRIME AND PAINT 
REV. DESCRIPTION 
рез Т 47 | DART AEROSPACE LTD 
| 4 | HAWKESBURY, ONTARIO, CANADA 


REV. F 


SHEET 1 OF 4 


SCALE 
NTS 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes Мо ПО: | || Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Jeu 
Description of NC - — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


D3502-1 SUPPORT 
М521920-20 CLAMP 
2PL 


D2856-400-710 ABRASION STRIP 
2 PL 


28220, я ` 
FS D350-748-141 
idis ON BENT TUBE 


TO ABRASION STRIP 


La 


INSTALL AFTER FINISH: 
AELS-1032-225 INSERT 
NAS1149D0363J WASHER 
MS27039-1-10 SCREW 


D350-748-141 
ASSEMBLY DETAIL 


UNDER REVIEW 
MS21920-20 


CLAMP, REF 


Cae Е ; E L E A 5 Е 


SUPPORT 2011 -01- 48 
REF 


D2856-400-710 
ABRASION STRIP 
REF 


DART AEROSPACE LTD 


Ф | HAWKESBURY, ONTARIO, CANADA 
SECTION A-A o«2 DRAWING NO. REV. F 


NP EN 
SCALE 4X МЕС. АРРК. | /Z | 0350-748-141 SHEET 2 OF 4 
faPpRoveo | off rime SCALE 
IpEAPPR. — | -Ш | CROSSTUBE (AS 350/355 HI FWD) NTS 


DATE COPYRIGHT 6 2006 BY DART AEROSPACE LTD 
1 0 1 1 2 тиз DOCUMENT 13 PRIVATE AND CONFIDENTIAL ANDAS SUPPUED Он THE EXPRESS CONDITION THAT IT 18 
` E НОТ ТО ВЕ USED F DR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WATTEN PERMISSION FROM DART AGROSPACE LTD. 


Ua eere eae TEE. И Due Ме КАУ AES 2255, ve abr ЖУА” Тұр Е р Шыға ија ассы ы = Bic & 77) 


Dart нае Ltd NEN 


Approval | Approval. 
Chief Eng / 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No ОО: Пай: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action. Section B 


NOTE: Date & initial all entries 


HMFORMSYQuality Assurancelapproved QA\NCRWO RevE 


ae HUS AAA аас 


» 


224 REF 
(569mm) 

R16.0 TO START OF BEND i 

+1.0 24.81 ----------- ” 


b^ | 


@0.297 THIS SIDE ONLY, 
THRU ONE WALL ONLY 


24.87+0.13 
11.8 КЕР 
(299mm) 


D350-748-141TRN 


G ud CUFF, FS 
SHOWN TWISTED 
REF 


~ 0.25 МАХ TWIST 
` AFTER BENDING 
(NOT SHOWN 


TO SCALE) 


DA 


CUFF, NS 
REF 


40.90+0.13 


41.3440.13 ------------ 


82.6810.25 


D350-748-141 
BENDING AND DRILLING DETAIL 


UNDER REVIEW 


КА 


n 
| 


,> 


LEASE 


| i 2011 ^i 8 


2.500+0.005 


90.323015? THRU, ТҮР 

HOLE ТО BE ALIGNED 

WITHIN 10.001 OF HOLE 

ON OTHER SIDE OF CUFF, 

TO BE DRILLED AFTER BENDING 


рен | 47 | DART AEROSPACE LTD 
[prawn | @ | . HAWKESBURY, ONTARIO, CANADA 
|снескео — | ^ I ^ |DRAWNNGNO. | REV. F 
IMFG.APPR. | — Z __| 0350-748-141 SHEET 3 OF 4 
faperoveo | SCALE 
[DEAPPR. | ЧЕ | CROSSTUBE (AS 350/355 HI FWD) NTS 


DATE COPYRIGHT © 2006 BY DART AEROSPACE LTO. 
10.11.23 


SECTION B-B p33 
SCALE 4X 


c23 VIEW C-C 
SCALE 4X 


THIS DOCUMENT 65 PRIVATE ANO CONFIDENTIA, AND IS SUPPLIED ON THE EXPRESS CONDITION THAT ITIS 
‘NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
‘WRITTEN PERMISSION FROM ОАТ AEROSPACE LTO. 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


| 
DATE | STEP PROCEDURE CHANGE 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


Part No: i PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


Resolution: Disposition: QA: N/C Closed: 
WORK ORDER NON-CONFORMANCE (NCR) 


ar Corrective Action Section B moo 
Description of NC à : Verification 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancelapproved QANCRWO RevE 


+ 


Арргома! | Арргома! 


Chief Eng QC Inspector |: 


A 


2.000829 MEAN 1.0. 


CHAMFER AS REQUIRED 
FOR TOOLING LEAVING 
0.062 REF MIN EDGE 
DISTANCE. ENSURE 
CHAMFER TOOL PATH 
RUNS OFF 1.0. 


CONSTANT 
O.D. 


2.48005 


CONSTANT 


UNIFORM 
blasa aa EEES UNIFORM TAPER OD. 


R100 R100 
TRANSITION / RANSITION 


R100 
TRANSITION | 


0222 


2.339:200 А 


MIN WALL 0.150 


24802225 


2.24078 805 


4.44 REF 
END OF RADIUS 


SEE DETAIL D 


A64 


9.09+0.03 — 


2272058 
MIN WALL 0.116 


2.237005 zn 


15.70%0.03 — 
22.0040.03 


2.306409 2.33910 807 


ГА 


~ 


28.00+0.03 
~ 


\ 33.9410.03 


on 


SEE DETAIL E 


ATA 


D350-748-141TRN 
IURNING DETAIL 


T 


2.240 REF 


4.26+0.03 FROM END OF 
TUBE TO START OF RAD 


DETAIL D: 
CROSSTUBE CUFF c74 
SCALE 3X 


SEE DETAIL F 


A34 


T 


2.180 REF 


dU 


80.50 


R100.0 REF 


R0.063 


DETAIL F: 


CUFF TRANSITION 454 
NOT TO SCALE 


Са 
P 


DATE 40.44.23 


ELEASER 


2011 o E 


TOTAL LENGTH 
110.27+0.06 


UNDER REVIEW 


1.292. rt— 


7 


2.339 REF 
2361095 REF 


(8? 
RUN OFF 
PART 


33.94 REF 


DETAIL E: 
TAPER RUN-OFF сз4 
NOT TO SCALE 


DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 
REV. F 
SHEET 4 OF 4 
TITLE | 5САГЕ 
CROSSTUBE (AS 350/355 HI FWD) NTS 


COPYRIGHT © 2006 BY DART AEROSPACE LTD. 
THIS DOCUMENT I$ PRIVATE AND CONFIOENTUL АМО I$ SUPPLIED ON THE EXPRESS CONDITION THAT ITIS 
HOT TO DE USED FOR ANY PURPOSE OR COMED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM ART AEROSPACE LTD. 


Dart от Ltd 


WORK ORDER CHANGES 


DATE STEP PROCEDURE CHANGE m 
Part No: PAR #: Fault Category: NCR: Yes No БОС 0. 
Disposition: 1 | | à à à 3QA:N/CClosd: Т Date: 


WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B а 0% I 
Description of NC - — Verification | Approval | Approval 
ВАТЕ STEP ss A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date | 


NOTE: Date & initial all entries 


Approval 
Qty | Chief Eng/ Approval 
Prod Mar QC Inspector 


Resolution: 


H.MFORMS Quality Assurancelapproved QANCRWO RevE 


1000 E. Mermaid La., Wyndmoor (Phila.) PA 19038-8093 
Tel. (215) 233-2600 Fax (215) 233-5653 ` 


Certification: 

SOLD TO 

Dart Aerospace Ltd. 

1270 Aberdeen Street 

Hawkesbury, ON K6A 1K7 

June 5, 2012 

Metlab Shop Order No: 72197 
Purchase Order: 16899 
Description: Crosstube 
Part No.: D350-748-141TRN, D350-748-241 TRN EY 
Quantity: 7 and 4 Pieces, Respectively 
Weight: 500 Pounds 
Material: 4130 АПоу Steel 
Specifications: Heat Treat to Minimum 180 KSI (MIL-T-67360R AMS 2759-10) 
Note: Need HRC 40 - 45 


This is to certify that the above parts were processed as indicated above and conform to the 
specification requirements. 


Results: 


HRC 45 (218 KSI Tensile Strength, Converted) 


Ф 


METLAB 
Quality Reprefentativ 


Mark Podob 


MERCURY CONTAMINATION: During the heat treating process. 
testing and inspections. the product did not come in direct contact with 
mercury or any of its compounds nor with any mercury containing device. 


Heat Treating and Metallurgicat Consulting 


METAL TREATING INSTITUTE 
== 


